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© Forming parisons In the manufacture of glass containers. 



© In forming parisons by blowing, a baffle (10) is 
used for closing an upwardly opening loading open- 
ing (12) of a mould cavity (14). The baffle comprises 
a heat-absorbing member (26) mounted so that it 
projects through the loading opening into contact 
with the molten glass and is retractable when pres- 
sure is applied to the glass. The member (26) ab- 
sorbs heat from a upper portion of a gob (16) in the 
mould cavity. 
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FORMING PARISONS IN THE MANUFACTURE OF GLASS CONTAINERS 



This invention is concerned with a method of 
forming parisons in the manufacture of glass con- 
tainers and with a baffle for use in such a method. 

in the manufacture of glass containers, a gob 
of molten glass is formed into a parison and then 
the parison is transferred to a mould in which it is 
blown into the shape of the required container. The 
parison is formed by introducing a gob of molten 
glass into a cavity of a mould through an upwardly- 
opening loading opening of the mould, positioning 
a baffle on the mould so that the baffle closes the 
loading opening, and applying pressure to the 
glass to cause it to be pressed into contact with 
moulding surfaces of the mould cavity and the 
baffle to thereby shape the parison. The pressure 
may be applied to the glass either by moving a 
plunger into the mould cavity so that the plunger 
forces the glass against the moulding surfaces or 
by blowing air into a cavity in the glass so that the 
glass is caused to expand. Where the parison is 
blown, the gob is first forced down into contact with 
a small plunger by applying air under pressure to 
the glass, the plunger is then withdrawn from the 
glass leaving a space therein, and the blowing air 
is introduced into the space vacated by the plung- 
er. 

After the gob has been introduced' into the 
mould cavity, the glass which is to form the outer 
surface of the parison forms the outer surface of 
the gob. Lower and side portions of the outer 
surface of the gob are in contact with the mould 
throughout the parison forming process so that 
they are continually losing heat to the mould. How- 
ever, the upper portion of the surface of the gob is 
initially not in contact with the mould and only 
comes into contact with the baffle at the end of the 
parison forming process. Thus, this upper portion 
does not lose as much heat as do the remaining 
portions of the surface of the gob. Where the 
parison is blown, this results in an unequal distribu- 
tion of glass in the wall of the parison, the phenom- 
enon being known as "settle wave". This unequal 
glass distribution causes the production of inferior 
containers. The phenomenon does not occur, 
where the parison is pressed by a plunger, as the 
wall thickness is controlled. 

It is an object of the present invention to pro- 
vide a method of alleviating the phenomenon of 
"settle wave" and a baffle for us in such a meth- 
od. 

The invention provides a method of forming 
parisons in the manufacture of glass containers, the 
method comprising introducing a gob of molten 
glass into a cavity of a mould through an upwardly- 
opening loading opening of the mould, positioning 



a baffle on the mould so that the baffle closes the 
loading opening, and applying pressure to the 
glass by blowing air into a cavity therein to cause it 
to be pressed into contact with moulding surfaces 

5 of the mould cavity and the baffle to thereby shape 
the parison, characterised in that the baffle also 
comprises a heat-absorbing member is introduced 
into the mould cavity and engages an upper por- 
tion of the gob, said heat absorbing member being 

io arranged to move with the glass as the glass is 
pressed as aforesaid. 

In a method according to the last preceding 
paragraph, the heat-absorbing member absorbs 
heat from the upper surface of the gob so that this 

is upper surface portion experiences similar condi- 
tions to the remainder of the surface of the gob 
during the parison formation process. In this way, 
the unequal distribution of glass is reduced. 

The invention also provides a baffle for use in 

20 forming parisons in the manufacture of glass con- 
tainers for closing an upwardly-opening loading 
opening of a mould cavity after a gob of molten 
glass has been introduced into the mould cavity, 
the baffle comprising a body portion arranged to be 

25 mounted on moving means for moving the baffle 
between an operative position thereof in which it 
closes said loading opening and an out-of-the-way 
position thereof, and a heat-absorbing member 
mounted on the body portion so that, when the 

30 baffle is in its operative position, the member pro* 
jects through the loading opening into contact with 
the molten glass, the member being retractable 
into a recess in the body portion when pressure is 
applied to the glass. 

35 By the use of a baffle according to the last 
preceding paragraph, it is ensured that the heat- 
absorbing member is brought into contact with the 
glass as soon as possible after the loading of the 
gob into the mould cavity. The heat absorbing 

40 member can then act to absorb heat from the 
upper surface of the glass for the maximum length 
of the parison-forming process and thereby reduce 
the phenomenon of "settle wave". 

The heat-absorbing member may be made of 

45 the same material as the mould, e.g. cast iron or 
other metal, so that the upper surface of the glass 
experiences similar conditions to the side and low- 
er surfaces of the glass. 

In order to provide for the introduction of air 

so under pressur into the mould cavity to force the 
glass downwardly into contact with the plunger 
used for creating a cavity in the glass into which air 
is blown, the heatabsorbing member may define air 
passages opening through side portions of the 
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member so that, when the member projects into 
the cavity, air can enter the cavity through the 
passag s, the passages being arranged to be 
closed as the member retracts into the recess. 

In order to counter balance the weight of the 
heat-absorbing member, the heat-absorbing mem- 
ber may be carried on a spring mounted on the 
body portion of the baffle so that the action of the 
spring tends to counteract the weight of the heat- 
absorbing member. 

There now follows a detailed description, to be 
read with reference to the accompanying drawing, 
of a method of forming parisons and of a baffle for 
use in such a method which are illustrative of the 
invention. It is to be understood that the illustrative 
method and the illustrative baffle have been se- 
lected for description by way of example. 

The drawing is a cross-sectional view taken 
vertically through the illustrative baffle showing it in 
position on a mould. 

The illustrative baffle 10 is for use in forming 
parisons in the manufacture of glass containers for 
closing an upwardly-opening loading opening 12 of 
a mould cavity 14 after a gob of molten glass 16 
has been introduced into the mould cavity 14. The 
mould cavity 14 is defined by side portions 18 and 
20 which engage one another and define the cavity 
14. The baffle 10 comprises a body portion 22 
arranged to be mounted on moving means (not 
shown) for moving the baffle 10 between an oper- 
ative position thereof (shown in the drawing) in 
which the baffle closes the loading opening 12 and 
an out-of-the-way position of the baffle reached by 
moving the baffle vertically away from the mould 
and also turning it out of alignment therewith. The 
body portion 22 has a flange 24 by which the baffle 
10 is secured to the moving means. 

The baffle 10 also comprises a heat absorbing 
member 26 in the form of a cylindrical plug of cast 
iron which is mounted on the body portion 22 so 
that, when the baffle 10 is in its operative position, 
the member 26 projects through the loading open- 
ing 12 into contact with the molten glass 16 (this 
condition is shown in the drawing). The member 26 
is retractable into a cylindrical recess 28 in the 
body portion 22 when pressure is applied to the 
glass. 

The member 26 is mounted on the portion 22 
by means of a bolt 30 which extends upwardly 
from the member 26 through the recess 28 and 
into a passage 32 in the body portion 22. The 
passage 32 is separated from the recess 28 by a 
flange 34 of the body portion 22 which has a 
central hole 36 through which the bolt 30 passes. A 
spring 38 acts between th flange 34 and a h ad 
40 of the bolt 30 which is in the passage 32, Thus, 



th heat-absorbing member 26 is carried on the 
spring 38 mounted on the body portion 22 of the 
baffle 10. Holes 35 in the flange 34 allow air to 
pass from the passage 32 into the recess 28. 
5 The heat-absorbing member 26 defines air 
passages 42 opening through side portions of the 
member 26 so that, when the member 26 projects 
into the cavity 14, air can enter the cavity through 
the passages 42. The passages 42 are arranged to 

ro be closed as the member retracts into the recess 
28. The passages 42 are formed by grooves in the- 
member 26 which open at an upper end of th 
member 26 and communicate with the interior of 
the recess 28 and open as slots in the sides of the 

75 member 26. Air under pressure introduced into the 
passage 32 can pass through the holes 35 and the 
recess 28 and enter the cavity 14 through th 
passages 42. 

In the illustrative method, parisons are formed 

20 by introducing the gob 16 of molten glass into the 
cavity 14 of a mould through the upwardly-opening 
loading opening 12 of the mould, positioning the 
baffle 10 on the mould so that the baffle closes the 
loading opening 12, applying air under pressure to 

25 the passage 32 so that the air enters the cavity 14 
through the passages 42 and forces the glass 16 
downwardly in the mould into contact with a plung- 
er (not shown), withdrawing the plunger from the 
glass 16 to leave a cavity in the glass, and apply- 

30 ing pressure to the glass to cause it to be pressed 
into contact with moulding surfaces of the mould 
cavity 14 and the baffle 10 to thereby shape th 
parison by introducing air under pressure into the 
cavity vacated by the plunger so that the glass 16 

35 is blown. In the illustrative method, when the baffl 
is positioned on the mould, the heat-absorbing 
member 26 is introduced into the mould cavity 14 
and engages an upper portion of the gob 16. Th 
heat-absorbing member 26 acts to absorb heat 

40 from the upper surface of the glass 16. As the 
parison is blown in the illustrative method, the heat- 
absorbing member 26 retracts into the recess 28 
until the upper surface 44 of the member 26 en- 
gages an upper surface 46 of the recess 28 at 

46 which point the lower surface 48 of the member 26 
is flush with a lower surface 50 of the portion 10. 
Thus, at the end of the parison blowing process, 
the glass is pressed against a continuous surface 
provided by the baffle 10 and the side portions 18 

so and 20. 

It is found that the illustrative method provides 
parisons with a more equal distribution of glass 
than is achieved by conv ntional methods. This 
distribution is improved if the member 26 is f rmed 

55 of the sam material as the side portions 18 and 
20. 
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Claims 

1 . A method of forming parisons in the manu- 
facture of glass containers, the method comprising 
introducing a gob (16) of molten gtass into a cavity 5 
(14) of a mould (18, 20) through an upwardly- 
opening loading opening (12) of the mould, posi- 
tioning a baffle (10) on the mould so that the baffle 
closes the loading opening, and applying pressure 

to the glass by blowing air into a cavity therein to 10 
cause it to be pressed into contact with moulding 
surfaces of the mould cavity and the baffle to 
thereby press the parison, characterised in that a 
heat-absorbing member (26) is introduced into the 
mould cavity and engages an upper portion of the 75 
gob, said heat-absorbing member being arranged 
to move with the glass as the glass is pressed as 
aforesaid. 

2. A baffle (10) for use in forming parisons in 

the manufacture of glass containers for closing an 20 
upwardly-opening loading opening (12) of a mould 
cavity (18, 20) after a gob (16) of molten glass has 
been introduced into the mould cavity, the baffle 
comprising a body portion (22) arranged to be 
mounted on moving means for moving the baffle 25 



between an operative position thereof in which it 
closes said loading opening and an ouHrf-the-way 
position thereof, characterised in that the baffle 
also comprises a heat-absorbing member (26) 
mounted on the body portion so that, when the 
baffle is in its operative position, the member pro- 
jects through the loading opening (12) into contact 
with the molten glass, the member being retrac- 
table into a recess (28) in the body portion (22) 
when pressure is applied to the glass, 

3. A baffle according to claim 2, characterised 
in that the heat-absorbing member (26) is made of 
the same material as the mould. 

4. A baffle according to either one of claims 2 
and 3, characterised in that the heat-absorbing 
member (26) defines air passages (42) opening 
through side portions of the member so that, when 
the member projects into the cavity, air can enter 
the cavity through the passages, the passages be- 
ing arranged to be closed as the member retracts 
into the recess (28). 

5. A baffle according to any one of claims 2 to 
4, characterised in that the heat-absorbing member 
(26) is carried on a spring (38) mounted on the 
body portion (22) of the baffle (10). 
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